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TEMPLATE FOR CALIBRATING AN 
OPHTHALMIC LENS GRINDING MACHINE, 
AND CORRESPONDING CALIBRATION 

METHOD 

BACKGROUND OF THE INVENTION 

1. Field of the Invention 

The present invention is generally concerned With the 
calibration required on starting up an ophthalmic lens grind 
ing machine to obtain a precise reference for its various 
parameters, it being understood that this calibration may 
then be repeated periodically, in particular on the occasion 
of changing or dressing a grinding Wheel. 

2. Description of the Prior Art 
It is more speci?cally concerned With a template for such 

calibration and the calibration method using a calibration 
template of this kind. 

SUMMARY OF THE INVENTION 

The invention consists in a calibration template for cali 
brating an ophthalmic lens grinding machine, adapted to be 
mounted in place of an ophthalmic lens on the grinding 
machine to be calibrated and having the general shape of a 
disk, With a circular contour over at least part of its 
perimeter, said contour forming tWo localiZed angular points 
circumscribed by a common circumference and having a 
relative angular offset. 

In accordance With the invention, and in a manner 
described in more detail beloW, the angular points are used 
to determine the angular position of the rotation aXis of an 
ophthalmic lens in the rotation chassis of reference of the 
system so that the ophthalmic lens can be disposed on the 
required aXis. 

The calibration template of the invention has a beveled 
edge over at least part of the circular portion of its contour. 

This bevel is used during calibration to determine the 
position of the groove in the grinding Wheel, in the case of 
a ?nish grinding Wheel, so that the bevel to be formed on the 
edge of the ophthalmic lens is subsequently positioned 
correctly on the latter. 

The calibration template of the invention has a smooth 
cylindrical edge over at least part of the circular portion of 
its contour. 

This smooth cylindrical portion of the edge of the cali 
bration template of the invention is used during calibration 
to determine the overall diameter of a grinding Wheel in the 
case of a roughing grinding Wheel or a glass mode ?nish 
grinding Wheel, so that the required oversiZe value for the 
corresponding blank can be complied With subsequently; 
using the beveled portion of this same edge, it is also 
possible to comply With the eXact siZe of the ?nished 
ophthalmic lens. 

The calibration template of the invention includes tWo 
holloW bosses With a relative angular offset, each projecting 
from a respective face and being continuous With the other, 
the bottom of each of said holloW bosses merging continu 
ously With the top of the other via a linking Wall common to 
the tWo holloW bosses and extending from one to the other 
thereof. 

As described in US. Pat. No. 4,596,091 (?led as appli 
cation Ser. No. 592,259 on 22 March 1984), the grinding 
machine includes at least one feeler Which is applied to one 
or both faces of the ophthalmic lens to trace the trajectory in 
line With the end of the bevel to be formed; in this case, 
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2 
during calibration, the holloW bosses of the calibration 
template of the invention are used to verify the position of 
the feeler(s) on the grinding machine for subsequent deter 
mination of the position required for the ophthalmic lens. 
The holloW bosses also have the advantage of enabling 

veri?cation of the linearity of the feeler(s). 
The features and advantages of the invention Will emerge 

from the folloWing description given by Way of eXample 
With reference to the appended diagrammatic draWings. 

BRIEF DESCRIPTION OF THE DRAWINGS 

FIG. 1 is a locally cutaWay diagrammatic perspective 
vieW of an ophthalmic lens grinding machine to Which the 
invention can be applied. 

FIG. 2 shoWs to a larger scale the part of FIG. 1 indicated 
by the chassis II in FIG. 1. 

FIG. 3 is a front elevation vieW to a larger scale of the 
calibration template used in accordance With the invention to 
calibrate the grinding machine. 

FIG. 4 is a top vieW of the calibration template as seen in 
the direction of the arroW IV in FIG. 3. 

FIG. 5 is a vieW of it in aXial section on the line V—V in 
FIG. 3. 

FIG. 6 is a partial vieW in circumferential section on the 
line VI—VI in FIG. 3, developed ?at. 

FIGS. 7 and 8 are respectively partial vieWs in aXial 
section on lines VII—VII and VIII—VIII in FIG. 3, to a 
larger scale. 

FIGS. 9A, 9B and 9C are diagrammatic elevation vieWs 
derived from that of FIG. 3 and shoWing various phases in 
use of the calibration template of the invention. 

FIGS. 10A and 10B are side vieWs relating to other phases 
of such use. 

FIG. 11 is a vieW in circumferential section derived from 
that of FIG. 6 and also relating to another phase of such use. 

DETAILED DESCRIPTION OF THE 
PREFERRED EMBODIMENT 

As shoWn diagrammatically in FIG. 1, and in a manner 
that is knoWn in itself, the grinding machine 10 in accor 
dance With the invention includes a carriage 11 pivoting 
freely about a ?rst aXis A1, in practice a horiZontal axis, on 
a chassis (not shoWn) and equipped With tWo support 
spindles 13 Which support and hold an ophthalmic lens 12 to 
be machined, aligned With each other on a second aXis A2 
parallel to the ?rst aXis A1 and rotated by a motor (not 
shoWn). It further includes at least one grinding Wheel 14 
rotating about a third aXisA3 parallel to the ?rst aXis A1 and 
also rotated by a motor (not shoWn). 

For simplicity the aXes A1, A2 and A3 are shoWn dia 
grammatically in chain-dotted line in FIG. 1. 

In practice there is a plurality of parallel grinding Wheels 
14 on the third aXis A3, for roughing and for ?nishing the 
ophthalmic lens 12 to be machined, and the Whole system is 
carried by another carriage (not shoWn) that moves parallel 
to the ?rst aXis A1. 

Only one grinding Wheel 14 is shoWn in FIG. 1, and this 
is a ?nish grinding Wheel having a groove 15 for machining 
a bevel on the ophthalmic lens 12. 

The grinding machine 10 of the invention is in practice an 
automatic grinding machine, sometimes called a numerical 
grinding machine, and further includes a link 16 hinged to 
the chassis about the same ?rst aXis A1 as the carriage 11 at 
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one end; its other end is hinged about a fourth axis A4 
parallel to the ?rst axis A1 to a nut 17 moving along a ?fth 
axis A5, sometimes called the output axis, perpendicular to 
the ?rst axis A1. Acontact sensor 18 is operative betWeen the 
link 16 and the carriage 11. 
As shoWn in FIG. 1, the nut 17 is a screWthreaded nut, for 

example, threaded onto a screWthreaded rod 38 aligned With 
the ?fth axis A5 and rotated by a motor 19. 

The contact sensor 18 is a Hall effect cell, for example. 

When the ophthalmic lens 12 to be machined, gripped 
betWeen the tWo support spindles 13, is brought into contact 
With the grinding Wheel 14, material is removed until the 
carriage 11 comes into contact With the link 16 at the 
location of the contact sensor 18, Which therefore detects 
such contact. 

To machine a given contour on the ophthalmic lens 12, all 
that is required is for the motor 19 to move the nut 17 
accordingly along the ?fth axis A5, and at the same time for 
the respective drive motor to pivot the support spindle 13 
about the second axis A2 so that all points on the contour of 
the ophthalmic lens 12 are successively ground. 

In practice this tWo-fold operation is coordinated by an 
appropriately programmed control unit. 

The above arrangements are Well knoWn in themselves, 
and as they are not of themselves relevant to the present 
invention they Will not be described in more detail here. 

Obviously, for correct execution of this tWo-fold 
operation, the various axes in question must be clearly 
located relative to each other. 

To be more precise, the ?rst axis A1 and the third axis A3 
being ?xed to the chassis of the system, the angular position 
of the second axis A2 relative to the third axis A3, de?ned 
by the angle T betWeen the carriage 11 and the plane 
containing the ?rst axis A1 and the third axis A3, must be 
identi?ed in the rotational system of reference of the system. 

Likewise, it must be possible to determine the position of 
the nut 17 along the fourth axis A4, Which is diagrammati 
cally represented by a double-headed arroW R in FIG. 1 
since it is similar to a radius in the system of polar coordi 
nates that it constitutes With the angle T. Finally, it must also 
be possible to determine the position of the grinding Wheel 
14 along the third axis A3, Which is schematically repre 
sented by a double-headed arroW Z in FIG. 1 since it is 
similar to an “altitude”. 

The same obviously applies to the diameter of the grind 
ing Wheel 14, either its overall diameter or its diameter at the 
bottom of the groove 15. 

To identify these various positions it is necessary to 
calibrated the grinding machine 10 When it is started up, and 
this calibration must be repeated from time to time, in 
particular each time the grinding Wheel 14 is changed or 
dressed. 

The calibration template 20 shoWn in FIGS. 3 through 8 
is intended to facilitate such calibration. 

The calibration template 20 is designed to be mounted on 
the grinding machine 10 to be calibrated in place of an 
ophthalmic lens 12. It is generally disk-shaped, With a 
general thickness E, having a holloW boss 21 projecting 
from its central area to enable it to be mounted on the 
support spindles 13 of the grinding machine 10. 

The contour 22 of the calibration template 20 is circular 
over at least part of its perimeter (see beloW) but forms tWo 
localiZed angular points 23 that are angularly offset from 
each other and circumscribed by a common circumference 
C. 
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4 
Relative to the center 0 of the calibration template 20, the 

angular pointers 23 delimit tWo angles at the center. 
A‘1 is the smaller of these tWo angles at the center, and A‘2 

the greater. 
The contour 22 of the calibration template 20 is in practice 

generally concave in the smaller angle A‘1 at the center. 

In the embodiment shoWn, the circumference C that 
circumscribes the tWo angular points 23 is that of the circular 
part 22A of the contour 22. 

In this embodiment, the tWo angular points 23 are formed 
by the intersection of the circular part 22A With a notch 22B 
cut into the periphery of the calibration template 20. 

In other Words, in this embodiment, the contour 22 of the 
calibration template 20 in accordance With the invention has 
tWo parts, namely a circular part 22A subtending the greater 
angle A‘2 at the center and a concave part that is formed by 
the notch 22B cut into its periphery and Which subtends the 
smaller angle A‘1 at the center. 

The pro?le of the notch 22B itself is generally circular. 
In the embodiment shoWn the tWo angular points 23 of the 

contour 22 are 90° apart. 

In other Words, the angle A‘1 at the center that they 
subtend is equal to 90°. 

Over at least a portion 24‘, 24“ of the circular part 22A of 
its contour 22, the periphery of the calibration template 20 
in accordance With the invention forms a bevel 25‘, 25“. 

In the embodiment shoWn, the periphery of the calibration 
template 20 in accordance With the invention in practice 
forms a bevel 25‘, 25“ over at least tWo separate portions 24‘, 
24“ of the circular part 22A of its contour 22, and the 
corresponding bevels 25‘, 25“ are different. 
The dihedron D‘ formed by the bevel 25‘ is equal to 90°, 

for example (FIG. 7) Whereas that D“ that forms the bevel 
25“ is equal to 120° (FIG. 8). 

In the embodiment shoWn the corresponding tWo portions 
24‘, 24“ of the periphery of the calibration template 20 are 
adjacent and, spaced from each of the angular points 23, 
each subtends an angle at the center substantially equal to 
60°. 

In this embodiment, the bevels 25‘, 25“ each have their 
edge truncated by a cylindrical ?at. 
The periphery of the calibration template 20 in accor 

dance With the invention is smooth and cylindrical over at 
least a portion 26‘, 26“ of the circular part 22A of its contour 
22. 

In the embodiment shoWn, there are in practice tWo 
smooth and cylindrical portions 26‘, 26“, each running from 
one of the tWo angular points 23. 
The portion 26‘ subtends an angle at the center substan 

tially equal to 60° and the portion 26“ subtends an angle at 
the center substantially equal to 90°. 
The calibration template 20 in accordance With the inven 

tion further includes tWo holloW bosses 27A, 27B With a 
relative angular offset, each projecting from a respective 
face 28A, 28B and continuous With the other, the bottom 29 
of each of the holloW bosses 27A, 27B merging continu 
ously With the top 30 of the other via a linking Wall 31 
Which, common to the tWo holloW bosses 27A, 27B, extends 
from one to the other of the latter through the general 
thickness E of the calibration template 20. 

In the embodiment shoWn, the linking Wall 31 is in 
practice oblique to the faces 28A, 28B, being at an angle in 
the order of 45° to each of them, for example, and is a plane 
Wall With a thickness e, Which is the same as that of all of 
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the Walls of the hollow bosses 27A, 27B, signi?cantly less 
than the general thickness E of the calibration template 20. 

In the embodiment shoWn, the holloW bosses 27A, 27B 
extend generally circumferentially, at a distance from the 
circular part 22A of the contour 22, Within the larger angle 
A2 at the center. 

The overall angle that they subtend at the center, mea 
sured from the radial end Wall of one to the end Wall of the 
other, is in the order of 90°. 

The bottom 29 of the holloW bosses 27A, 27B is ?at in 
practice, and substantially parallel to the faces 28A, 28B of 
the calibration template 20. 

The other Walls of the holloW bosses 27A, 27B are 
substantially perpendicular to the faces 28A, 28B. 

In the embodiment shoWn, the calibration template 20 in 
accordance With the invention has a peg 32A, 32B projecting 
from the respective faces 28A, 28B. 

The pegs 32A, 32B on the tWo faces 28A, 28B are in line 
With each other. 

In the embodiment shoWn they are generally perpendicu 
lar to the faces 28A, 28B and their end 33 is slightly blunted. 

Use of the calibration template 20 in accordance With the 
invention entails a number of operations that are preferably 
carried out in the folloWing order. 

First of all, after ?tting the calibration template 20 to the 
support spindles 13 of the carriage 11, the carriage 11 is 
loWered under the control of the nut 17 until one of the 
angular points 23 of the calibration template 20 bears on the 
grinding Wheel 14, as shoWn in FIG. 9A. 

This contact is detected by the contact sensor 18 as soon 
as the nut 17 moves the link 16 aWay from the carriage 11. 

The angular position of the calibration template 20 is then 
incremented about the second axisA2 until its other angular 
point 23 bears on the grinding Wheel 14, as shoWn in FIG. 
9B. 
As before, the contact sensor 18 detects this contact. 
The position of the nut 17 on the ?fth axis A5 is noted 

each time, and the operations are repeated until the corre 
sponding value R is minimiZed. 

The tWo angular points 23 of the calibration template 20 
then rest on the grinding Wheel 14, as shoWn in FIG. 9C. 

The angular value corresponding to the minimal value R 
obtained is placed in memory and is subsequently used as a 
reference for draWing up tables of set points for the second 
axis A2 for use subsequently, When machining an oph 
thalmic lens 12. 

In a similar Way, the appropriate bevel 25‘, 25“ of the 
calibration template 20 is then applied to the groove 15 on 
the grinding Wheel 14. 

In practice, it is initially placed aWay from the groove 15, 
as shoWn in ?gure 10A; after raising it slightly so that it does 
not rub on the grinding Wheel 14, the grinding Wheel 14 is 
moved slightly along the second axis A2 until it contacts the 
calibration template 20 again; each time the relative posi 
tions of the second and third axes A2, A3 are noted and the 
operations are repeated until the value of the distance 
betWeen them is minimiZed. 

The calibration template 20 is then in the position shoWn 
in ?gure 10B, With its bevel 25‘ or 25“ engaged in the groove 
15 in the grinding Wheel 14. 

The value of the position Z of the grinding Wheel 14 on 
the third axis A3 is then placed in memory and is used 
subsequently to draW up set point tables. 

These operations also determine the diameter of the 
grinding Wheel 14 at the bottom of its groove 15 if, as here, 
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6 
it is a ?nish grinding Wheel; similar operations utiliZing a 
smooth and cylindrical portion 26‘, 26“ of the calibration 
template 20 determine the overall diameter of the grinding 
Wheel 14 in the case of a roughing grinding Wheel. 

In both cases the corresponding value is placed in 
memory and used subsequently to draW up set point tables. 

If, as described in the above mentioned US. Pat. No. 
4,596,091, the grinding machine 10 includes at least one 
feeler 35, for example tWo feelers 35 as shoWn here, the 
linearity of the latter is checked after verifying their position 
visually using the pegs 32A, 32B. 

To do this the feelers 35 are ?rst moved fully back, so that 
the origin of their respective local chassis of reference is 
Well de?ned. 

They are then moved until one rests on the bottom 29 of 
the holloW boss 27A and the other on the top 30 of the same 
holloW boss 27A, as shoWn in continuous line in FIG. 11, 
and their relative displacements are noted. 
The calibration template 20 is then pivoted about the 

second axisA2 until the feelers 35 contact the bottom 29 and 
the top 30 of the holloW boss 27B, as shoWn in chain-dotted 
line in FIG. 11. 
The neW displacements noted, together With those noted 

previously, are used to solve the equations With tWo 
unknoWns determining the parameters of the linear relation 
ship of the feelers 35. 

These parameters must be near the corresponding theo 
retical values. 

OtherWise, the feelers Would not conform. 
If the feelers do conform, the values are placed in 

memory, as previously. 
The various above operations can naturally be effected 

automatically, during a calibration cycle, under the control 
of the control unit of the grinding machine 10, Which is 
appropriately programmed for this purpose. 
The present invention is naturally not limited to the 

embodiment described and shoWn, but encompasses any 
variant execution and/or implementation, in particular With 
regard to the order of the operations to be carried out to use 
the calibration template of the invention. 

There is claimed: 
1. Calibration template for calibrating an ophthalmic lens 

grinding machine having at least one grinding Wheel, com 
prising means for mounting the template on a grinding 
machine in place of a lens blank to be ground, the calibration 
template having the general shape of a disk, a convex 
circular contour over part of its perimeter, said circular 
contour forming tWo localiZed angular pointers lying on a 
common circumference and circumferentially spaced from 
each other and a concave contour extending betWeen the 
circumferentially spaced angular pointers. 

2. Calibration template according to claim 1, Wherein said 
convex circular contour subtends a ?rst central angle and the 
concave contour subtends a second central angle smaller 
than the ?rst central angle. 

3. Calibration template according to claim 1, Wherein said 
common circumference coincides With said convex circular 
contour. 

4. Calibration template according to claim 3, Wherein said 
tWo angular pointers are formed by the intersection of said 
convex circular contour and said concave contour. 

5. Calibration template according to claim 1, Wherein said 
tWo angular pointers subtend a central angle of about 90°. 

6. Calibration template according to claim 1, Wherein said 
convex circular contour has a periphery With a bevel extend 
ing along at least a portion thereof. 
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7. Calibration template according to claim 1, wherein said 
convex circular contour has a periphery With a bevel extend 
ing along at least tWo separate portions thereof, said bevels 
being different from each other. 

8. Calibration template according to claim 1, Wherein at 
least a portion of said convex circular contour has a periph 
ery Which is smooth and cylindrical. 

9. Calibration template according to claim 1, Wherein the 
template has respective faces, the means for mounting the 
template comprising tWo holloW bosses relatively circum 
ferentially spaced from each other and projecting from 
respective faces of the template of disk shape and continu 
ous With each other, bottom Walls of said holloW bosses 
merging continuously With top Walls of the other of said 
holloW bosses along a connecting Wall common to said tWo 
holloW bosses and extending from one of said holloW bosses 
to the other. 

10. Calibration template according to claim 9, Wherein 
said connecting Wall is disposed generally obliquely to the 
respective faces. 

11. Calibration template according to claim 9, Wherein 
said connecting Wall is planar. 

12. Calibration template according to claim 9, Wherein 
said bottom Walls of said tWo holloW bosses are ?at. 

13. Calibration template according to claim 12, Wherein 
said bottom Walls of said tWo holloW bosses are parallel to 
the respective faces of the template. 

14. Calibration template according to claim 9, Wherein 
said tWo holloW bosses extend generally circumferentially. 

15. Calibration template according to claim 1, further 
comprising a peg projecting from respective faces of the 
template of disk shape. 

16. Calibration template according to claim 15, Wherein 
said pegs are in line With each other. 

17. Calibration template according to claim 1, Wherein the 
means for mounting the template comprises a boss. 

18. Calibration template according to claim 1, Wherein the 
means for mounting the template comprises a holloW boss. 

19. Calibration template for calibrating an ophthalmic 
lens grinding machine having at least one grinding Wheel, 
comprising means for mounting the template on a grinding 
machine in place of a lens blank to be ground, the calibration 
template having the general shape of a disk, a circular 
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contour over part of its perimeter, said circular contour 
forming tWo localiZed angular pointers lying on a common 
circumference and circumferentially spaced from each 
other, said angular pointers being selectively and jointly 
cooperable With the periphery of the at least one grinding 
Wheel of the grinding machine. 

20. Calibration template according to claim 19, Wherein 
the calibration template has at least one ?rst position in 
Which a ?rst angular pointer is cooperable With the periphery 
of the at least one grinding Wheel and at least one second 
position in Which the other of said angular pointers is 
cooperable With the periphery of the at least one grinding 
Wheel and a third position in Which the tWo angular pointers 
are both cooperable With the periphery of the at least one 
grinding Wheel. 

21. A method for calibrating an ophthalmic lens grinding 
machine having at least one grinding Wheel and using a 
calibration template of the kind comprising means for 
mounting the template on the grinding machine in place of 
a lens blank to be ground, the calibration template having the 
general shape of a disk and a circular contour extending over 
part of the perimeter thereof, the circular contour forming 
tWo localiZed angular pointers lying on a common circum 
ference and circumferentially spaced from each other and a 
concave contour extending betWeen the circumferentially 
spaced angular pointers, the method comprising the steps of: 

a) mounting the template on the grinding machine in place 
of an ophthalmic lens to be ground; 

b) bringing a ?rst angular pointer into contact With the 
periphery of the grinding machine and detecting con 
tact; 

c) bringing a second angular pointer into contact With the 
periphery of the grinding Wheel and detecting contact; 
and 

d) bringing both of the angular pointers both into contact 
With the periphery of the grinding Wheel. 

22. A method for calibrating an ophthalmic lens grinding 
machine according to claim 21, Wherein steps b) and/or c) 
are repeated until the position corresponding to step d) is 
obtained. 


